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(57) ABSTRACT

Disclosed is the method for creating a reinforced hollow fiber
membrane by applying reinforcing filaments to a core, cast-
ing a dope over the filaments and core, forming a membrane
from the dope, and removing the core. The core may be a
moving core, and the reinforcing yarns may comprise warp
yarns and a spiral wrap yarn. The core may be soluble and
removed by dissolving it. The core may be pre-wrapped with
a yarn before the warp yarns are applied. The resulting rein-
forcing cage may be pre-shrunk before it is coated with a
membrane dope. The pre-wrapped yarn may be removed, for
example by dissolving it, after the reinforcing cage is coated.
A precursor assembly for making a hollow fiber membrane is
also provided.
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1
METHOD TO MAKE YARN-REINFORCED
HOLLOW FIBER MEMBRANES AROUND A
SOLUBLE CORE

CROSS REFERENCE TO RELATED
APPLICATIONS

This is a national stage application under 35 U.S.C. §371
(c) prior-filed, co-pending PCT patent application serial num-
ber PCT/US11/50479, filed on Sep. 6, 2011, which claims
priority to U.S. Provisional Application No. 61/383,087, filed
on Sep. 15, 2010, the entire contents of which are incorpo-
rated herein by reference.

BACKGROUND OF THE INVENTION

The field of embodiments of this invention is polymeric
separation membranes in the form of small capillary tubes or
hollow fibers for use, for example, in microfiltration (MF),
ultrafiltration (UF), nanofiltration (NF), reverse osmosis
(RO), pervaporation (PV), vapor permeation (VP) or gas
separation.

Configurations for textile cage structures useful for rein-
forcing hollow fiber membranes were disclosed in interna-
tional (PCT) patent applications PCT/CA2010/000469, pub-
lished as WO 2010108285 on Sep. 30, 2010, and PCT/
CA2010/000993, published as WO 2010148517 on Dec. 29,
2010. These applications disclosed, among other things, tube-
shaped reinforcing structures that generally comprise i) a
plurality of warp filaments parallel to each other and spaced
apart circumferentially, and ii) wrap filaments extending
obliquely between at least two of the warp filaments. PCT/
CA2010/000469 and PCT/CA2010/000993 are incorporated
herein in their entirety by this reference to them.

BRIEF DESCRIPTION OF THE INVENTION

Disclosed is a process of making a reinforced hollow fiber
membrane, the process comprising applying reinforcing fila-
ments to a moving core; casting a dope over the reinforcing
filaments and core; forming a membrane from the dope; and,
removing the core.

In another embodiment of the invention, a precursor
assembly for making a hollow fiber membrane comprising, a
soluble core; and, reinforcing filaments located around the
core is disclosed.

BRIEF DESCRIPTION OF THE DRAWINGS

FIG. 1 is a schematic side view of a machine for making
reinforced hollow fiber membranes;

FIG. 2 is a photograph of a precursor having a reinforcing
cage built around a hollow water soluble core;

FIG. 3 is a photograph of a reinforcing cage as in FIG. 2
after the core is dissolved;

FIG. 4 is a photograph of a cross section of a reinforced
hollow fiber membrane made by a batch process and using a
solid core;

FIG. 5 is a photograph of a portion of the cross section of
FIG. 4 at a higher magnification;

FIG. 6 is a photograph showing cross sections of reinforced
hollow fiber membranes made according to conditions
described as Experiment 12 below;

FIG. 7 is a photograph of a precursor made according to
conditions described as Experiment 13 below; and
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FIG. 81is a photograph showing cross sections of reinforced
hollow fiber membranes made according to conditions
described as Experiment 13 below.

DETAILED DESCRIPTION OF THE INVENTION

Referring to FIG. 2, a precursor 8 comprises a reinforcing
cage 10 builtaround a core 12. The core 12 in FIG. 2 is a water
soluble hollow tube made by extruding a polymer. A number
of water-soluble polymers are available in melt-extrusion
grade. For example, several forms of vinyl alcohol, for
example polyvinyl alcohol (PVOH) or ethylene vinyl alcohol
(EVOH), are available from the Eastman Chemical Company,
Kuraray, MonoSol or Nippon Gohsei; polyester is available
from Eastman; and, nylon is available from Shakespeare.

An example of a core 12 was made from a water-soluble
copolyester called EastONE™ supplied by Eastman. This
tube has an inside diameter of 0.75 mm and an outside diam-
eter of 1.0 mm. It was extruded through a donut shaped
spinneret with air as a bore fluid and was air cooled. It is
referred to below as SC1.

Another example of a core 12 was made from a water-
soluble polyvinyl alcohol called G-Polymer™ supplied by
Nippon Gohsei. This core has an inside diameter of 0.2 mm
and an outside diameter of 1.0 mm. It was extruded through a
donut shaped spinneret with air as a bore fluid and was air
cooled. It is referred to below as SC2.

Bi-component yarns to be used to make a reinforcing struc-
ture 10 were made that are bondable by heating. Bi-compo-
nent fibers for the yarn were spun from Eastman F61HC
polyethylene terephthalate (PET) homopolymer (melting
point 260° C.) and Dupont 3632 coPET (melting point 160°
C.). The bi-component fibers were assembled into two yarns.
A first yarn, which will be referred to below as Bico 1, was
110 denier with 36 filaments, each of about 3 denier, each
having a core of PET and a sheath of coPET, the core being
80% of the cross-sectional area. A second yarn, which will be
referred to below as Bico 2, was 200 denier with 36 filaments,
each of about 5.5 denier, each having a core of PET and a
sheath of coPET, the core being 50% of the cross-sectional
area.

Another bi-component yarn was made that is bondable by
solvent application. Bi-component fibers were spun from
coPET homopolymer (melting point 240° C.) and polyvi-
nylidene fluoride (PVDF). The bi-component fibers were
assembled into a yarn, which will be described below as Bico
3, 0f 220 denier. This yarn was made of 36 filaments, each of
about 6 denier, having a core of coPET and a sheath of PVDF,
the core being about 70% of the cross-sectional area.

FIG. 1 shows a reinforced hollow fiber forming machine
20. The machine 20 is built on a frame 22 that supports the
different components and generally aligns them vertically.

Warp yarns 26 and the core 12 are supplied to the machine
20 from a creel 24. The creel 24 includes stationary bobbin
holders, guides and tensioning devices, as found in conven-
tional textile equipment. The warp yarns 26 and core 12 pass
through a warp yarn distribution die 28 which has a central
opening for the core 12 and a series of alignment eyelets
evenly distributed around the opening for the warp yarns 26.
When a movable core 12 (for example a solid core, a soluble
tube or a hollow fiber membrane) is used, the core 12 is
unwound from a bobbin on the creel 24, positioned to the top
of the distribution die 28 through a roller and fed vertically
down into the yarn distribution die 28 central opening. The
warp yarns 26 are spaced around the outside of the core 12 and
travel downwards with the core 12.
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Depending on the type of wrap yarns 32 (see FIG. 2) being
used, the next component downwards along the vertical axis
of the frame 22 can be one or more wrap spinning machines,
alternatively called spindles 30, or another sort of yarn wrap-
ping device. The spindles 30 are loaded with wrap yarns 32
and apply the wrap yarns 32 to the outside of the warp yarns
26 to form the reinforcing cage 10. Due to the downward
movement of the core 12 and warp yarns 26, the wrap yarns 32
form a spiral around the warp yarns 26. An example of a
suitable spindle 30 is a Temco™ spindle model MSE150
made by Oerlikon Textile. Each spindle 30 has an electrical
motor, a hollow core and holds a bobbin of wrap yarn 32. The
spindle axis is positioned to coincide with the core 12. In the
machine of FIG. 1, there are two spindles 30, one rotating
clockwise and the other counter-clockwise. These spindles 30
can rotate at an adjustable speed of up to 25,000 rpm, wrap-
ping the warp yarn 32 they carry around the core 12 and warp
yarns 26 at a controlled pitch. There are small alignment
guides (not visible) between each major element that serve
the purpose of keeping the wrapped core in the centerline of
the device and to keep the wrapped core from vibrating.

A heating zone 34 is provided below the spindles 30. The
heating zone 34 includes a 4 cm diameter by 60 cm long
tubular chamber with openings at the top and bottom so the
axis of the heating zone 34 can be aligned with the core 12
axis. The tubular chamber also has a side connection to an air
blower and a heating element. The air temperature can be
controlled precisely by varying the current draw of the heat-
ing element. Depending on the time and temperature in the
heating zone 34, the yarns 26, 32 will shrink. At higher
temperatures, the yarns 26, 32 will be shrunk and partially
melt-bonded to one another.

At the exit of the tubular chamber of the heating zone 34,
before any significant cooling takes place, the core 12 and
reinforcing cage 10 can go through a smoothing die 36. The
smoothing die 36 is a piece of steel with a calibrated tapered
hole which serves the functions of flattening any filaments
that may be sticking out, and of adjusting the reinforcing cage
10 to a desired diameter. The temperature of the smoothing
die 36 can be controlled.

A coating head (not shown) with a dope delivery device
(not shown) are provided below the smoothing die 36. The
coating head is a cylindrical chamber with calibrated open-
ings at the top and bottom of it. The top of the coating head has
an opening into which the core 12 with reinforcing cage 10
fits snugly. An opening at the bottom of the coating head is
larger and designed to correspond to the outside diameter of a
dope coated core 12 and reinforcing cage 10 before coagula-
tion. The coating head has an inlet port on the side. Dope can
be injected into the coating head through the inlet port from a
pot pressurized with nitrogen, or using a positive displace-
ment pump.

The dope coated core 12 and reinforcing cage 10 pass into
a coagulation bath 38. The coagulation bath 38 is a stainless
steel tank equipped with rollers at the bottom and at the top
(not shown). A take-up winder (not shown) has an adjustable
speed of between 2 and 30 m/min and a traverse guide to
evenly populate a bobbin.

Polyvinylidene fluoride (PVDF) membrane dopes were
prepared by dissolving PVDF into hot NMP and adding a
small amount of a non-solvent. An example of a dope,
referred to as Dope 3 below, is a mixture of 80 wt % NMP, 16
wt % PVDF and 4 wt % PVP k30. Another example of a dope,
referred to as Dope 5 below, is a mixture of 84 wt % NMP, 14
wt % PVDF and 2 wt % PVP k30. The polymer concentration
and temperature were varied to adjust dope viscosity.
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Some examples of reinforcing cages 10 were formed
around a solid core 12. One reinforcing cage 10 was made
using three warp yarns 26 and two wrap yarns 32, all Bico 1
yarn. The yarns 26, 32 were applied around a moving core 12
of a solid nylon monofilament of about 0.9 mm in diameter.
The line speed was 10 m/min. The wrap spinning devices
were set at 7150 rpm, which yielded a wrapping pitch of 1.4
mm (10,000 m/min/7150 rpm). The reinforcing cage 10 was
bonded by passing it through a heating zone 36 at 200° C. with
a contact time of 0.3 seconds.

Other examples of reinforcing cages 10 were formed
around a soluble core 12. One reinforcing cage 10 was made
using six warp yarns 26 and two wrap yarns 32, all of Bico 3
yarn. The yarns 26, 32 were applied around a moving water-
soluble core 12, SC2. The line speed was 10 m/min. The wrap
spinning devices were set at 3600 rpm, which yielded a wrap-
ping pitch of 2.8 mm (10,000 m/min/3,600 rpm). The rein-
forcing cage 10 was heat shrunk by passing through a heating
zone at 260° C. with a contact time of 0.3 second. The pho-
tograph in FIG. 2 shows a precursor 8 comprising the rein-
forcing cage 10 that was formed with the core 12 still present.
The photograph in FIG. 3 shows the reinforcing cage 10 after
the core 12 was dissolved in hot water.

Referring to FIGS. 4 and 5, some examples of reinforced
hollow fiber membranes 40 were made by a batch process. A
short section of the reinforcing cage 10 formed around a solid
moving core 12 as described above was cut and the solid core
12 was removed and replaced with a small loose fitting wire
core. This structure was coated with PVDF Dope 3 and solidi-
fied by immersion in water. The photographs in FIGS. 4 and
5 show a cross-section of the resulting dried hollow fiber
membrane 40 with reinforcing yarns 26, 32 embedded into
the wall of the membrane 40.

Other examples of reinforced hollow fiber membranes 40
were made continuously. The reinforced hollow fiber forming
machine 20 described above was used to prepare a number of
samples described in the following Experiments 1 to 13. For
most cases, a reinforcing cage 10 was made around a soluble
hollow core (SC2) and wound on a bobbin to make a precur-
sor. This precursor was then coated with a PVDF dope. The
soluble core 12 was removed in the coagulation bath by
dissolution in water to obtain a hollow fiber membrane 40. In
three cases (Experiments 2, 3 and 13), the reinforcing cage 10
was built and coated with a dope, and the dope was coagulated
to form a hollow fiber membrane 40 in a single continuous
operation.

In some cases mentioned in the experiments below, the
soluble core 10 (SC2) was pre-wrapped with a yarn which
acted as a spacer to prevent the warp 26 yarn from contacting
the soluble core 10. This pre-wrap yarn was not water-soluble
and, in most experiments, did not get embedded in the mem-
brane wall. After the membrane 40 was formed and the
soluble core 10 was removed, the pre-wrapped yarn could
easily be pulled out of the lumen of the membrane 40, leaving
a porous surface on the inside of the membrane 40, without
warp yarn 26 exposed. The same end result can be obtained by
using a water-soluble yarn to pre-wrap the soluble core 10. A
water-soluble pre-wrapped yarn, however, can be removed by
dissolving it.

Samples from Experiments 10, 11 and 12 were tested for
tensile strength and the maximum break load was determined
as reported in Table 1 below. The Total Denier reported in
Table 1 is the denier, in g/9000 m, of the sum or all warp yarns
26 and wrap yarns 32.
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TABLE 1
Cross

Break- Break- section Tensile
Exp  Sam- Total load load (m2x  break Average
# ple  Denier Ibf N 10%  (MPa) (MPa)
10 1 1760 8.0 84.5 1.60 58.7 57.1
10 2 1760 9.5 80.0 1.60 55.6
11 1 1100 18.5 82.3 2.12 38.8 34.6
11 2 1100 14.5 64.5 2.12 30.4
12 1 1100 8.0 35.5 1.20 29.6 32.4
12 2 1100 9.5 42.3 1.20 35.3

The tensile break stress for unreinforced hollow fiber mem-
branes is 2.5 to 3.0 MPa. The reinforced hollow fiber mem-
branes 40 made as described in this specification are 10 to 20
times stronger than conventional hollow fiber membranes.
Their increased strength is essentially due to the reinforcing
yarns 26, 32. Further details of experiments are described
below.

In Experiment 1, an SC2 core was surrounded with 6 Bico
1 warp yarns and 2 Bico 3 wrap yarns atapitchof 1.4 mm. The
reinforcing cage was taken up on a spool and later coated with
Dope 3 at 25 degrees C. moving at a speed of 2.5 m/min
though a 1.6 mm coating die. The resulting membrane had an
outside diameter (OD) of 1.18 mm and an inside diameter
(ID) of 1.00 mm. The wall thickness was 0.04 to 0.14 mm.
The membrane looked very good, but the warp fibers were
clumped together on one side. The machine was adjusted
before experiment 2 to improve the warp yarn distribution and
it was decided to coat directly after making the reinforcing
cage in a continuous operation.

In Experiment 2, an SC2 core was surrounded with 6 PET
warp yarns of 140 denier each and 2 PET wrap yarns of 70
denier each at a pitch of 1.4 mm. The reinforcing cage was
shrunk at 160 degrees C. The reinforcing cage was made and
coated in a continuous operation. The reinforcing cage was
coated with Dope 3 at 25 degrees C. moving at a speed of 2.5
m/min though a 1.6 mm coating die. The resulting membrane
had an OD of 1.33 mm and an ID of 1.00 mm. The wall
thickness was 0.03 to 0.30 mm. The coating looked good, but
the warp fibers were not all embedded in the wall. This may
have been due to the hot PVA core, the tight pitch of the wrap
yarns, the high viscosity of the dope, or a combination of
these factors. It was decided to increase the pitch to 3.0 mm
and coat with a dope of lower viscosity in future experiments.

In Experiment 3, an SC2 core was surrounded with 6 Bico
1 warp yarns of 110 denier each and 2 Bico 3 wrap yarns of
220 denier each at a pitch of 1.0 mm. The reinforcing cage
was shrunk at 160 degrees C. The reinforcing cage was made
and coated in a continuous operation. The reinforcing cage
was coated with Dope 5 at 25 degrees C. moving at a speed of
2.5 m/min though a 1.6 mm coating die. The resulting mem-
brane had an OD of 1.4 mm and an ID of 1.00 mm. The wall
thickness was 0.13 to 0.22 mm. The membrane wall thickness
was even but thin and the membrane cracked when bent
sharply. The wrap yarns could be unraveled but the dope
seemed to attach to the PET/coPET warp yarns. It was
decided to change the warp yarns to PVDF in future experi-
ments.

In Experiment 4, an SC2 core was surrounded with 6 Bico
3 warp yarns of 220 denier each and 2 Bico 3 wrap yarns of
220 denier each at a pitch of 1.0 mm at a speed of 5 m/min.
The reinforcing cage was shrunk at 160 degrees C. and taken
up on a spool. The reinforcing cage was coated later when
cold with Dope 5 at 25 degrees C. moving at a speed of 2.5
m/min though a 1.6 mm coating die. The resulting membrane
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had an OD of 1.4 mm and an ID of 1.00 mm. The wall
thickness was 0.13 to 0.22 mm. The coating gave good look-
ing membranes, but when pulled the membrane skin could
break and the wrap yarns could spiral out. There seemed to be
little or no adhesion of the dope to the warp yarns and some
bunching was evident. The 1 mm pitch was apparently too
tight to allow the dope to penetrate inside the wrap and engulf
the warp fibers. It was decided to increase the wrap pitch to 3
mm to allow better dope penetration in future runs.

In Experiment 5 an SC2 core was surrounded with 6 Bico
3 warp yarns of 220 denier each and 2 Bico 3 wrap yarns of
220 denier each at a pitch of 3.0 mm at a speed of 5 m/min.
The reinforcing cage was shrunk at 160 degrees C. The rein-
forcing cage was coated later with Dope 5 at 25 degrees C.
moving at a speed of 2.5 m/min though a 1.6 mm coating die.
The resulting membrane had an OD of 1.4 mm and an ID of
0.95 mm. The wall thickness was 0.10 to 0.35 mm. The
membrane coating had good penetration. The warp fiber was
wetted with dope but not completely embedded in the mem-
brane wall. The membrane had very good longitudinal
strength and did not break but could be kinked in areas
between wrap yarn coverage. It was decided to repeat Experi-
ment 5 with the 3 mm wrap yarn pitch but coat with heated
Dope 5 to reduce the viscosity of the dope.

In Experiment 6 an SC2 core was surrounded with 6 Bico
3 warp yarns of 220 denier each and 2 Bico 3 wrap yarns of
220 denier each ata pitch of'3.0 mm and at a speed of 5 m/min.
The reinforcing cage was shrunk at 160 degrees C. The rein-
forcing cage was coated later with Dope 5 at 40 degrees C.
moving at a speed of 2.5 m/min though a 1.6 mm coating die.
The resulting membrane had an outside diameter OD of 1.4
mm and an ID of 0.95 mm. The wall thickness was 0.10 to
0.35 mm. The resulting membranes had good longitudinal
strength but could kink, or have holes in parts of the mem-
brane areas where there was a gap between the warp and wrap
yarns. The distribution of warp yarns was not good with
bunching still evident. It was decided to increase the number
of warp yarns from 6 to 12 to have a more uniform and
complete coverage of the membrane circumference. To
enhance the diffusion of the dope to the core it was decided to
pre-wrap the core.

In Experiment 7, an SC2 core was pre-wrapped with 1 Bico
1 yarn at a pitch of 3.5 mm. The pre-wrapped core was
surrounded with 12 Bico 3 warp yarns of 220 denier each and
2 Bico 3 wrap yarns of 220 denier each at a pitch of 3.5 mm
and at a speed of 5 m/min. The reinforcing cage was shrunk at
160 degrees C. The reinforcing cage was coated later with
Dope 5 at 100 degrees C. moving at a speed of 1.97 m/min
though a 1.65 mm coating die. The resulting membrane had
an OD of 1.4 mm, and an ID 0f 0.95 mm. The wall thickness
was 0.15 to 0.30 mm. The membrane has good longitudinal
strength but tends to kink. It was proposed that the kinking
may be due to the small OD/ID ratio. The dope did not
penetration to the pre-wrap yarn, which was easily pulled out.
It was decided to make a membrane with a thicker wall by
increasing the coating die bottom opening diameter.

In Experiment 8, an SC2 core was pre-wrapped with 1 Bico
1 yarn of 110 denier at a pitch of 3.5 mm. The pre-wrapped
core was surrounded with 12 Bico 3 warp yarns of 220 denier
each and 2 Bico 3 wrap yarns of 220 denier each at a pitch of
3.5 mm and at a speed of 5 m/min. The reinforcing cage was
shrunk at 160 degrees C. The reinforcing cage was coated
later with Dope 4 (16% PVDF/4% PVP/80% NMP) at 100
degrees C. and a pressure of 50 psi, with the reinforcing cage
moving ata speed of 1.8 m/min though a 1.80 mm coating die.
The resulting membrane had an OD of 1.95 mm and an ID of
0.95 mm. The membrane had an asymmetrical coating, with
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the wall thickness being materially larger on one side of the
membrane, due to the high pressure of the dope used in
coating and possibly due to misalignment. The membrane
had good longitudinal strength with no folding or kinking. In
an attempt to produce a more nearly symmetrical coating, it
was decided use low viscosity Dope 5.

In Experiment 9, an SC2 core without a pre-wrap was
surrounded with 12 Bico 3 warp yarns of 220 denier each and
2 Bico 3 wrap yarns of 220 denier each at a pitch of' 3.5 mm.
The reinforcing cage was shrunk at 160 degrees C. The rein-
forcing cage was coated later with Dope 5 at 25 degrees C.,
with the reinforcing cage moving at speeds of 1.97 and 1.4
m/min though a 1.80 mm coating die. The resulting mem-
brane had an OD of 1.7 mm and an ID of 0.85 mm. The
membrane was unsymmetrical which was believed to be due
to movement of the reinforcing cage in the die hole. The
reinforcing cage may get pushed to one side, or there machine
may be misaligned. There was incomplete dope penetration
around the warp fibers. The longitudinal strength of the mem-
brane was good and there were no kinks. It remained difficult
to produce a large diameter symmetrical fiber. It was decided
to repeat Experiment 9 but using high temperature dope.

In Experiment 10, an SC2 core was pre-wrapped with 1
Bico 1 yarn of 110 denier at a pitch of 3.5 mm. The pre-
wrapped core was surrounded with 12 Bico 3 warp yarns of
220 denier each and 2 Bico 3 wrap yarns of 220 denier each at
a pitch of 3.5 mm and at a speed of 5 m/min. The reinforcing
cage was shrunk at 160 degrees C. The reinforcing cage was
coated later with Dope 3 at 60 degrees C., with the reinforcing
cage moving at a speed of 2.5 m/min though a 1.85 mm
coating die. The resulting membrane had an OD of 1.6 mm
and an ID of 0.85 mm. The membrane was generally sym-
metrical with good longitudinal strength and no kinking. The
warp yarns were completely embedded in the dope. It was
decided to repeat Experiment 10, but with the number of warp
yarns reduced to 6.

In Experiment 11, an SC2 core was pre-wrapped with 1
Bico 1 yarn of 110 denier at a pitch of 3.5 mm. The pre-
wrapped core was surrounded with 6 Bico 1 warp yarns of
110 denier each and 2 Bico 3 wrap yarns of 220 denier each at
apitch of 3.5 mm at a speed of' 5 m/min. The reinforcing cage
was shrunk at 160 degrees C. The reinforcing cage was coated
later with Dope 3 at 100 degrees C. and a pressure of 6 psi,
with the reinforcing cage moving at a speed of 2.5 m/min
though a 1.85 mm coating die. The resulting membrane had
an OD of 1.85 mm and an ID of 0.85 mm. It was concluded
that the large coating die opening tends to result in asymmet-
ric membranes (uneven wall thickness), and that the problem
is worse with high dope pressure. However, there was good
dope penetration around the warp yarns. Membranes made
with higher temperature dopes (100-160 degrees C.) result in
membranes with internal diameters smaller than the outside
diameter of the core, indicating that the dope penetrates the
warp yarns and swells the core. It would be preferable to
change either the polymer used for the core or the components
of the dope to reduce or eliminate any chemical reaction
between the dope and the core. It was decided to conduct the
next experiment with a smaller coating die opening.

In Experiment 12, an SC2 core was pre-wrapped with 1
Bico 1 yarn of 110 denier at a pitch of 3.5 mm. The pre-
wrapped core was surrounded with 6 Bico 1 warp yarns of
110 denier each and 2 Bico 3 wrap yarns of 220 denier each at
a pitch of 3.5 mm and at a speed of 5 m/min. The reinforcing
cage was shrunk at 160 degrees C. The reinforcing cage was
coated later with Dope 3 at 60 degrees C. and pressures of 2.5
and 6 psi, with the reinforcing cage moving at a speed of 2.5
m/min though a 1.65 mm coating die. The resulting mem-
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brane had an OD of 1.5 mm and an ID of 0.85 mm. The
resulting membrane 40, shown in FIG. 6, was the best mem-
brane produced in Experiments 1 through 12. The membrane
was generally symmetrical with nearly uniform wall thick-
ness. The membrane was strong and kink resistant. Using a
high temperature, lower viscosity dope at a lower coating
pressure appears to yield a more symmetrical membrane that
is still completely penetrated by the dope. The pre-wrap was
completely entrapped.

In Experiment 13, a core of G-polymer™ PVA had a 0.56
mm OD and a 0.4 mm ID. This core was pre-wrapped with a
water soluble PVA based twisted thread having an English
thread count of 80. The pre-wrap pitch was 2.4 mm. The
pre-wrapped core was surrounded with 4 warp yarns of 100
denier each made of 36 filaments (about 3 denier each) of a
PVDF/CoPET bicomponent filament. The warp yarns were
wrapped with 1 yarn as described for the warp yarn, wrapped
in the opposite direction of the pre-wrap, at a pitch of 2.1 mm.
The reinforcing cage was shrunk at 140 degrees C. The rein-
forcing cage was coated in a continuous operation with a
PVDF dope at 60 degrees C. ata delivery rate of 15 cc/minute,
with the reinforcing cage moving at a speed of 16 m/minute
though a 1.85 mm coating die. The reinforcing cage 10 is
shown in FIG. 7 and the resulting membrane is shown in FIG.
8. The resulting membrane had an outside diameter (OD) of
1.1 mm, and inside diameter (ID) of 0.55 mm. This Experi-
ment produced a smaller diameter membrane than Experi-
ments 1 to 12. The core was dissolved after the membrane was
made.

Inanembodiment, a reinforcing structure for a hollow fiber
membrane is made with a plurality of reinforcing filaments.
The reinforcing filaments may include longitudinally extend-
ing filaments, which may be called warp filaments, as well as
one or more filaments that extend obliquely between warp
filaments, which may be called “wrap” filaments. The wrap
filaments may be provided in a continuous spiral around the
warp filaments. Generally continuous wrap filaments may be
applied using one or more rotating creels that rotate around a
moving core or by wrap spinning machines.

The reinforcing filaments in the structure described above
are not woven or braided together, but they may be bonded
together at one or more points of contact between them. The
bonding may be by way of heat, softening with a solvent or
UV-activation. The bonding may occur before a membrane is
formed around the reinforcing structure. Alternatively, a rein-
forcing structure may be bonded while a membrane is formed
around the reinforcing structure by way of a solvent in the
membrane dope softening the reinforcing filaments or a com-
ponent, such as an outer layer, of the reinforcing filaments.

In an embodiment, a reinforcing filament may be a
monofilament or a multi-filament such as a yarn. A reinforc-
ing filament may be made of a polymer and have an outer
layer or other part made of another polymer that better
responds to a bonding method. For example, a reinforcing
filament may have an outer layer of a polymer that is soluble
in a solvent used in a membrane forming dope. A reinforcing
filament may comprise a polymer is also present in the dope
to make the membrane.

In an embodiment, a reinforcing structure, whether of the
type described above or another type, may be formed over a
moving core, which moves while the yarns or other filaments
are placed around it. Optionally, the moving care may con-
tinue to move through a membrane coating head or spinneret.
A moving core may comprise a previously formed soluble
core. The core can be a solid or capillary tube that can be later
dissolved in a solvent, which may be water, used to coagulate
the membrane.
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In an embodiment, the bonding method, or another process
step, may induce a controlled amount of shrinkage to tighten
the wrap yarn around the core and maintain the warp yarn in
place around the circumference of the core.

In an embodiment, the reinforcing structure in the coating
head passes through a hole thus creating an annular passage
around the core and placing the reinforcing structure within
the membrane wall. Optionally, the filaments of the reinforc-
ing structure may also be smoothed in a die before they pass
through a coating head.

In an embodiment, the supporting structure may be rela-
tively open with the membrane dope fully impregnating the
yarns. A separation layer may be located on the outside of the
membrane.

In an embodiment, the core can be pre-wrapped, for
example with a soluble yarn of the same or similar polymer as
the soluble core described above. The pre-wrap serves the
purpose of creating a porous layer around the core to keep the
warp yarn from touching the core. This allows dope to pen-
etrate to the core and completely impregnate the reinforcing
yarns, preferably including the warp yarns.

In an embodiment, the membrane forming steps are similar
to those used to make non-reinforced or coated braid hollow
fibers. These steps vary according to the polymer coagulation
method, such as non-solvent induced phase separation
(NIPS) or thermally induced phase separation (TIPS), and the
desired membrane properties. These conditions have been
generally described in the prior art and typically include the
steps of initial membrane formation through an air gap,
coagulation, rinsing, post-treatment (for example chlorina-
tion), impregnation (for example with glycerine), bundling
and drying.

In an embodiment, the overall speed of a method of making
a membrane, or spinning velocity, is controlled by the speed
of'the first device to take up the hollow fiber membrane after
the coating head. If the membrane will be coated as the
reinforcing structure is made in a continuous process, then
upstream devices that apply the wrap filaments are controlled
to operate at a speed appropriate for the spinning velocity and
may be coupled either mechanically or electronically to the
first take up device or its controller. The finished hollow fiber
membrane is typically wound on a spool for transfer to a
module manufacturing area. Optionally, the warp and wrap
filaments may be applied to a soluble core to form a precursor
assembly which may be wrapped on a spool. The precursor
assembly may later be drawn off of the spool and send to a
coating head to complete the membrane.

This written description uses examples to disclose embodi-
ments of the invention, including the best mode, and also to
enable any person skilled in the art to practice embodiments
of the invention, including making and using any devices or
systems and performing any incorporated methods. The pat-
entable scope of embodiments of the invention is defined by
the claims, and may include other examples that occur to
those skilled in the art. Such other examples are intended to be
within the scope of the claims if they have structural elements
that do not differ from the literal language of the claims, or if
they include equivalent structural elements with insubstantial
differences from the literal languages of the claims.

What is claimed is:

1. A process of making a reinforced hollow fiber mem-
brane, the process comprising:

applying reinforcing filaments to a core while moving the

core longitudinally;

casting a dope over the reinforcing filaments and the core;

forming a membrane from the dope;

removing the core; and
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shrinking the reinforcing filaments before casting the dope

over the reinforcing filaments.

2. A process of making a reinforced hollow fiber mem-
brane, the process comprising:

applying reinforcing filaments to a core while moving the

core longitudinally;

casting a dope over the reinforcing filaments and the core;

forming a membrane from the dope;

removing the core;

wrapping the core with pre-wrap filaments before applying

the reinforcing filaments to the moving core; and
removing the pre-wrap filaments after casting the dope
over the reinforcing filaments.

3. The process of claim 2, further comprising removing the
pre-wrap filaments by dissolving them.

4. A process of making a reinforced hollow fiber mem-
brane, the process comprising:

applying reinforcing filaments to a moving core;

casting a dope over the reinforcing filaments and the core;

forming a membrane from the dope; and

removing the core,
wherein the reinforcing filaments comprise warp filaments
and wrap filaments.

5. The process of claim 4, wherein the core is soluble and
the step of removing the core comprises dissolving the core.

6. The process of claim 5, wherein the core is soluble in
water.

7. The process of claim 4, wherein the moving core is
hollow.

8. The process of claim 4, wherein the warp filaments
comprise warp yarns and the wrap filaments comprise one or
more wrap yarns provided in a continuous spiral around the
warp yarns.

9. The process of claim 4 wherein the core moves through
a membrane coating head while reinforcing filaments are
applied to the core.

10. A process of making a reinforced hollow fiber mem-
brane, the process comprising:

applying reinforcing filaments to a core while moving the

core longitudinally;

casting a dope over the reinforcing filaments and the core;

forming a membrane from the dope; and

removing the core,
wherein the reinforcing filaments comprise a polymer that is
soluble in the membrane dope.

11. The process of claim 10, wherein the reinforcing fila-
ments comprise filaments having an outer layer of a polymer
that is soluble in a solvent used in the dope.

12. A process of making a reinforced hollow fiber mem-
brane, the process comprising:

applying reinforcing filaments to a core while moving the

core longitudinally;

casting a dope over the reinforcing filaments and the core;

forming a membrane from the dope; and

removing the core,

subject to one or more of the following limitations: a core

outside diameter of 0.5 to 1.0 mm; a membrane outside
diameter to inside diameter ratio of 1.5 or more; 4 to 12
warp yarns, covering substantially the entire circumfer-
ence of the core; 1 or 2 wrap yarns, ata pitchof1.5t0 4.5
mmy; shrinking the reinforcing filaments before coating
at a temperature of 100 degrees C. or more; coating the
dope at a temperature of 50 degrees C. or more; coating
the dope at a pressure of 20 psi or less; and having a die
opening diameter to core outside diameter ratio of 1.75
or less.
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13. The process of claim 12, wherein the core outside
diameter is between 0.5 mm and 1.0 mm and the membrane
outside diameter to inside diameter ratio is 1.5 or more.

14. The process of claim 12, wherein the reinforcing fila-
ments comprise 4 to 12 warp yarns and 1 or 2 wrap yarnsata 5
pitch of 1.5 to 4.5 mm.

15. The process of claim 12, wherein the dope is coated at
a temperature of 50 degrees C. or more and a pressure of 20
psi or less.

16. The process of claim 12, wherein the dope is coatedon 10
the reinforcing filaments while passing the core and reinforc-
ing filaments through a coating head having a die opening
diameter that is not more than 1.75 times the core outside
diameter ratio.
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